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(54) An internal combustion engine cylinder block and manufacturing method 



(57) A cylinder block (10) of an internal combustion 
engine has a portion between a cylinder block body (12) 
and a cylinder liner (14) which is sealed against a cool- 
ant so as to prevent the coolant from entering a crank 
case. The cylinder block body is made of a first material. 
The cylinder liner (14) is cast in the cylinder block body 
(26). The cylinder liner (14) is made of a second mate- 
rial different from the first material. The cylinder liner 
(14) has an engaging portion (26) contacting a portion 
of the cylinder block body (12) from outside in a radial 
direction of the cylinder liner. 
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Description 

BACKGROUND OF THE INVENTION 

1 . Field of the Invention 

The present invention relates to a cylinder block of 
an internal combustion engine and, more particularly, to 
a semi-wet liner type cylinder block in which a cylinder 
liner is integrally cast and a method for manufacturing 
such a cylinder liner. 

2. Description of the Related Art 

Conventionally, a wet liner type cylinder block is a 
known type of cylinder block for an internal combustion 
engine. In the wet liner type cylinder block, the cylinder 
liner is cooled directly by coolant in a water jacket by 
locating the cylinder liner so that at least a part of the 
cylinder liner is exposed to the water jacket. Such a wet 
liner type cylinder block can be manufactured by inte- 
grally casting a cylinder liner in a cylinder block body as 
disclosed in Japanese Laid-Open Patent Application 
No.5-1 77334. 

Generally, a cylinder block body is made of an alu- 
minum alloy in order to reduce its weight, whereas a cyl- 
inder liner is made of cast iron to provide an anti- 
abrasion characteristic. Since aluminum alloy has a 
thermal expansion coefficient greater than that of cast 
iron, the cylinder block body expands more than the cyl- 
inder liner when a temperature of the cylinder liner is 
increased due to operation of the internal combustion 
engine. As mentioned above, the conventional cylinder 
block is manufactured by integrally casting the cylinder 
liner in the cylinder block. Thus, when the cylinder block 
body expands further than the cylinder liner, it is possi- 
ble that a gap is formed between the cylinder block body 
and the cylinder liner. Since an outer surface of the cvl- 
inder liner is exposed to the water jacket, an interface 
between the cylinder block body and the cylinder liner is 
exposed to the water jacket. Accordingly, if a gap is 
formed between the cylinder block body and the cylin- 
der liner, it is possible that a coolant can intrude into the 
crank case via the gap. 

SUMMARY OF THE INVENTION 

It is a general object of the present invention to pro- 
vide an improved and useful cylinder block of an internal 
combustion engine and a manufacturing method there- 
for in which the above-mentioned problems are elimi- 
nated. 

A more specific object of the present invention is to 
provide a cylinder block and a manufacturing method 
therefor in which a portion between the cylinder block 
body and the cylinder liner is sealed against coolant 
entry, and thereby the coolant is prevented from intrud- 
ing into the crank case. 



In order to achieve the above-mentioned objects, 
there is provided according to the present invention a 
cylinder block of an internal combustion engine, com- 
prising: 

5 

a cylinder block body made of a first material; and 
a cylinder liner cast in the cylinder block body, the 
cylinder liner made of a second material different 
from the first material, the cylinder liner having an 
10 engaging portion contacting a portion of the cylin- 
der block body from outside in a radial direction of 
the cylinder liner. 

According to the above-mentioned invention, the 
is cylinder liner has the engaging portion which engages a 
portion of the cylinder block body from outside in a 
radial direction. Accordingly, when the cylinder block 
body expands further than the cylinder liner, the portion 
of the cylinder block body tightly contacts the engaging 
20 portion of the cylinder liner. Thereby, a seal against the 
coolant is provided at an interface between the cylinder 
block body and the cylinder liner. 

In one embodiment according to the present inven- 
tion, the engaging portion may comprise a protrusion 

25 protruding outwardly from an outer surface of the cylin- 
der liner in a radial direction, the protrusion having an 
end portion extending in a direction of a longitudinal 
axis of the cylinder liner. 

According to this invention, the end portion of the 

30 protrusion engages the portion of the cylinder block 
body from outside of the portion of the cylinder block 
body in a radial direction. Thereby, a seal against the 
coolant is positively provided at an interface between 
the portion of the cylinder block body and the end of the 

35 protrusion protruding from the cylinder liner. 

Additionally, the engaging portion may comprise a 
hollow space formed in the cylinder liner, the hollow 
space having an opening in an outer surface of the cyl- 
inder liner, an area of the hollow space being greater 

40 than an area of the opening when viewed in a radial 
direction of the cylinder liner. 

In one embodiment according to the present inven- 
tion, the engaging portion may include a first protrusion 
and a second protrusion adjacent to the first protrusion, 

45 the first and second protrusions protruding outwardly 
from an outer surface of the cylinder liner, each of the 
first and second protrusions having an end portion 
extending in opposite directions toward each other in a 
direction of a longitudinal axis of the cylinder liner. 

so According to this invention, a seal can be provided 
between the portion of the cylinder block body protrud- 
ing through a portion between the first and second pro- 
trusions. 

Additionally, each of the first and second protrusion 
ss has an undercut portion in an area connecting to the 
outer surface of the cylinder liner when viewed from out- 
side in a radial direction of the cylinder liner. 

According to this invention, the cylinder liner 
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engages the cylinder block body from outside in a radial 
direction in the undercut portion as well as the end por- 
tions of the first and second protrusions. Thus the 
number of sealing portions is increased, resulting in a 
positive seal against the coolant. 5 

In one embodiment according to the present inven- 
tion, an uneven portion is provided to the outer surface 
of the cylinder liner between the first and second protru- 
sions along a circumferential direction of the cylinder 
liner. io 

Accordingly, a relative displacement between the 
cylinder liner and the cylinder block body in the circum- 
ferential direction is prevented by the unevenness. 
When expansion occurs in the cylinder block body that 
is greater than an expansion in the cylinder liner, a rela- 75 
tive displacement occurs in the interface between the 
cylinder liner and the cylinder block body in the circum- 
ferential direction as well as in a radial direction. Accord- 
ingly, if the relative displacement in a radial direction is 
restricted, the relative displacement in the circumferen- 20 
tial direction can be restricted. Thereby, formation of a 
gap in an interface between the cylinder block and the 
cylinder liner is prevented, resulting in an improved 
sealing effect against entry of the coolant at the inter- 
face. 25 

In one embodiment according to the present inven- 
tion, the engaging portion may include a first protrusion 
and a second protrusion adjacent to the first protrusion, 
the first and second protrusions protruding outwardly 
from an outer surface of the cylinder liner, the first and 30 
second protrusions slanting toward each other. 

Additionally, in one embodiment according to the 
present invention, the engaging portion may include a 
circumferentially extending portion connected to an 
outer surface of the cylinder liner, the circumferentially 35 
extending portion being positioned a predetermined dis- 
tance away from the outer surface of the cylinder liner in 
a radial direction of the cylinder liner, the circumferen- 
tially extending portion having a plurality of openings 
connecting outside and inside of the circumferentially 40 
extending portion. 

Accordingly, the circumferentially extending portion 
engages a portion of the cylinder block body located 
inside the circumferentially extending portion from out- 
side in a radial direction. Thus, a positive sealing effect 45 
is provided between the circumferentially extending por- 
tion and the portion of the cylinder block body. 

Additionally, the predetermined distance may be 
greater than a width of a portion of the cylinder block 
body positioned on the outside of the circumferentially so 
extending portion, the width being measured in a radial 
direction of the cylinder liner. 

When the cylinder liner is cast, the molten metal is 
introduced into a space between the circumferentially 
extending portion and an outer surface of the cylinder 55 
liner through the openings formed in the circumferen- 
tially extending portion. In a cooling process after the 
molten metal is filled, a flow of the molten metal occurs 



in a direction from outside the circumferentially extend- 
ing portion to the space between the circumferentially 
extending portion via the openings due to the shrinkage 
of the molten metal in a radially inward direction. Thus, 
a good sealing effect is obtained in an area adjacent to 
the openings. 

In one embodiment according to the present inven- 
tion, the circumferentially extending portion may be con- 
nected to the cylinder at opposite sides thereof. 

Alternatively, the circumferentially extending portion 
may be connected to the cylinder liner by a single rib at 
a middle position between opposite sides of the circum- 
ferentially extending portion. 

Additionally, the circumferentially extending portion 
may be connected to the cylinder liner by a plurality of 
ribs each of which extends in a direction parallel to a 
longitudinal axis of the cylinder liner. 

Further, in the cylinder block according to the 
present invention an uneven portion may be provided on 
an outer surface of the cylinder liner in a portion con- 
tacting the cylinder block body in a circumferential direc- 
tion. 

According to another aspect of the present inven- 
tion, there is provided according to the present invention 
a method for manufacturing a cylinder block of an inter- 
nal combustion engine, comprising: 

a cylinder block body made of a first material; and 
a cylinder liner cast in the cylinder block body, the 
cylinder liner made of a second material different 
from the first material, the cylinder liner having an 
engaging portion contacting a portion of the cylin- 
der block body from outside in a radial direction of 
the cylinder liner, 
the method comprising: 

a first step of placing a core in a predetermined 
position inside a mold, the core having an inner sur- 
face adapted for forming the engaging portion; 
a second step of die matching a liner pattern with 
respect to the core, the liner pattern having a con- 
tour substantially the same as the cylinder liner 
other than a portion corresponding to the engaging 
portion, the liner pattern comprising a combination 
of a plurality of pieces so that the liner pattern is die 
matched by positioning each of the pieces in a pre- 
determined position inside the core; 
a third step of forming an outer surface forming 
mold corresponding to an outer surface of the cylin- 
der liner by filling a mold material in a cavity formed 
between the mold and each of the core and the liner 
pattern and solidifying the mold material in the cav- 
ity so as to unitize the mold material and the core; 
a fourth step of removing the liner pattern from the 
mold; 

a fifth step of placing an inner surface die in a pre- 
determined position inside the outer surface form- 
ing mold, the inner surface die having a contour 
substantially the same as a contour of an inner sur- 
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face of the cylinder liner; 

a sixth step of forming a liner forming mold by filling 
a mold material in the inner surface die so as to 
form an inner surface mold having a contour sub- 
stantially the same as the contour of the inner sur- s 
face of the cylinder liner and solidifying the mold 
material in the inner surface die so as to unitize the 
outer surface forming mold and the inner surface 
forming mold; 

a seventh step of casting the cylinder liner by filling 10 
molten metal in a cavity formed by the outer surface 
forming mold and the inner surface forming mold of 
the liner molding mold; and 

an eighth step of insertion casting the cylinder block 
with the cylinder liner inserted in the cylinder block, is 

In this invention, the liner pattern is divided into a 
plurality of pieces. Thus, die matching of the liner pat- 
tern inside the core can be achieved by arranging each 
piece of the liner pattern in a predetermined position 20 
inside the core. Then, in the third step, the mold forming 
the engaging portion of the cylinder liner is formed by 
the inner surface of the core. Additionally, the mold 
which forms the outer surface of the cylinder liner other 
than the engaging portion is formed by the mold mate- 25 
rial filled around the liner pattern. These molds are uni- 
tized so that the mold for forming the outer surface of 
the cylinder liner is formed. By using the outer surface 
forming mold, the cylinder liner having the engaging 
portion can be formed which engaging portion engages 30 
the cylinder block body from outside in a radial direction. 

Other objects, features and advantages of the 
present invention will become more apparent from the 
following detailed description when read in conjunction 
with the accompanying drawings. 35 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG.1 is a plan view of a cylinder block according to 
a first embodiment of the present invention; 40 
FIG.2 is a cross-sectional view taken along a line II- 
II of FIG.1; 

FIG. 3 is a cross-sectional view taken along a line 
Ill-Ill of FIG.2; 

FIG.4 is an enlarged cross-sectional view of an 45 
engaging portion provided to a cylinder liner of the 
first embodiment; 

FIG .5 is an enlarged cross-sectional view of an 
engaging portion provided to a cylinder liner of a 
second embodiment of the present invention; so 
FIG.6 is an enlarged cross-sectional view of an 
engaging portion provided to a cylinder liner of a 
third embodiment of the present invention; 
FIG.7 is an enlarged cross-sectional view of an 
engaging portion provided to a cylinder liner of a 55 
fourth embodiment of the present invention; 
FIG.8 is an enlarged cross-sectional view of an 
engaging portion provided to a cylinder liner of a 



fifth embodiment of the present invention; 

FIG.9 is a cross-sectional view taken along a line 
IX-IX of FIG.8; 

FIG. 10 is a view of an engaging portion provided to 
a cylinder liner according to a sixth embodiment, 
viewed from outside in a radial direction; 
FIG.1 1 is a cross-sectional view taken along a line 
Xl-XI of FIG. 10; 

FIG. 12 is an enlarged cross-sectional view of an 
engaging portion provided to a cylinder liner of a 
seventh embodiment of the present invention; 
FIG. 13 is an perspective view of an engaging por- 
tion provided to a cylinder liner of an eighth embod- 
iment of the present invention; 
FIG. 14 is a plan vie of a core used for manufactur- 
ing a cylinder block according to the first embodi- 
ment of the present invention; 
FIG. 15 is a cross-sectional view of the core; 
FIG. 16 is a cross-sectional view for explaining a 
manufacturing method of the core; 

FIG.1 7 is a plane view of a mold for manufacturing > 

the cylinder block according to the first embodiment ^ 

of the present invention in a state where the core is 

placed in a predetermined position; 

FIG. 18 is a cross-sectional view taken along a line 

XVIII-XVlllof FIG.17; 

FIG. 19 is a front view of a liner pattern; 

FIG.20 is a plan view of the liner pattern; 

FIG.2 1 is a plan view of the liner pattern which is 

divided into pieces; 

FIG.22 is a front view of the liner pattern which is 
divided into pieces; 

FIG.23 is a view of the liner pattern located in the 
mold for explaining die matching of the liner pattern 
inside the core; 

FIG.24 is a view of the liner pattern located in the 
mold for explaining die matching of the liner pattern 

inciHo thca rnro - 

FIG.25 is a view of the liner pattern located in the 

mold in a state where the liner pattern is die 

matched in a predetermined position inside the ) 

core; 

FIG.26 is an enlarged cross-sectional view of an 
engaging portion between an inner surface of the 
core and the liner pattern; 

FIG.27 is a view for explaining a procedure for die 
matching an upper mold and a lower mold; 
FIG.28 is a view of the upper mold and the lower 
mold which are die matched in predetermined posi- 
tions; 

FIG. 29 is a view of the mold in a state where the 
liner pattern is removed after an outer mold pattern 
was formed; 

FIG.30 is a cross-sectional view for explaining a 
procedure of die matching a bore die and an inner 
die; 

FIG.31 is a cross-sectional view of the bore die and 
the inner die which are die matched; 
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FIG.32 is a cross-sectional view of the liner mold 
pattern after it is molded; 

FIG.33 is a view for explaining a procedure of die 
matching the liner mold pattern in a mold; 
FIG.34 is a cross-sectional view of the liner pattern 5 
die matched in the mold; 

FIG.35 is a cross-sectional view of an engaging 
portion between the core and the liner pattern for 
manufacturing the cylinder liner according to the 
second embodiment of the present invention; 10 
FIG.36 is a cross-sectional view of an engaging 
portion between the core and the liner pattern for 
manufacturing the cylinder liner according to the 
third embodiment of the present invention; 
FIG.37 is a cross-sectional view of an engaging is 
portion between the core and the liner pattern for 
manufacturing the cylinder liner according to the 
fifth embodiment of the present invention; 
FIG.38 is a plan view of a part of the core for man- 
ufacturing the cylinder liner according to the fifth 20 
embodiment of the present invention; 
FIG.39 is a cross-sectional view of an engaging 
portion between the core and the liner pattern for 
manufacturing the cylinder liner according to the 
seventh embodiment of the present invention; and 25 
FIG.40 is a cross-sectional view of a part of a liner 
mold pattern for explaining a method for forming 
openings in an engaging portion of the cylinder liner 
according to the seventh embodiment. 

30 

DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

A description will now be given, with reference to 
FIGS.1 to 4, of a double cylinder type cylinder block 10 35 
according to a first embodiment of the present inven- 
tion. It should be noted that the present invention can be 
applied to a single cylinder type cylinder block or a mul- 
tiple cylinder type cylinder block having a plurality of cyl- 
inders. FIG.1 is a plane view of a part of the cylinder 40 
block 10. FIGS.2 and 3 are cross-sectional views of the 
cylinder block 10 taken along a line II and a line III of 
FIG.1, respectively. 

As shown in FIGS. 1-3, the cylinder block 10 is con- 
structed by casting cylinder liners 14 which are made of 45 
cast iron into a cylinder block body 12 which is made of 
aluminum alloy. The cylinder block body 12 has two cyl- 
inders 16. The cylinder liners 14 are provided on an 
inner side of a corresponding cylinder 16. The cylinder 
liner 14 provides, on an inner side thereof, a cylinder so 
bore 18 in which a piston (not shown in the figures) is 
movable therein, and provides a part of an inner wall of 
a water jacket 20 on an outer side thereof. Bolt holes 22 
are provided around the water jacket 20 for mounting a 
cylinder head (not shown in the figures). The above- ss 
mentioned cylinder 16, water jacket 20 and bolt holes 22 
are open in a deck surface 24 of the cylinder block body 
12. 



As shown in FIG.2, a plurality of ribs 14a are pro- 
vided on a portion of an outer surface of the cylinder 
liner 14 which faces the water jacket 20. Since the ribs 
14a are provided, a contact area between the cylinder 
liner and the coolant is increased, and thereby a cooling 
effect of the coolant is increased. A crank case 25 is 
provided in a portion under the cylinder 16 of the cylin- 
der block 10 in FIG.2. Additionally, an engaging portion 
26 is provided around the entire circumference of a por- 
tion of the cylinder liner 14, the engaging portion being 
cast within the cylinder block body 12. The structure of 
the engaging portion 26 will be described later. 

As shown in FIG.3, the cylinder liner 14 has inter- 
bore water passages 14c, 14d and 14e which pass 
through a boundary portion between the adjacent cylin- 
der bores in left and right directions in the figure. Since 
the inter-bore water passages 14c-14e are provided, a 
cooling effect is provided even in the boundary portion 
between the adjacent cylinder bores. 

It should be noted that the cylinder block 10 is cast 
by poring molten metal into a cavity formed between the 
cylinder liner 14 and a mold in a state where the cylinder 
liner 1 4 is placed in the mold with a core for forming the 
water jacket around the cylinder liner 14. 

When the internal combustion engine is operated, a 
temperature of the cylinder block is increased. As men- 
tioned above, the cylinder block body 1 2 is made of alu- 
minum alloy, whereas the cylinder liner is made of cast 
iron. Since the thermal expansion coefficient of alumi- 
num alloy is greater than the thermal expansion coeffi- 
cient of cast iron, the cylinder block body 12 expands 
further than the cylinder liner 14. Accordingly, it is possi- 
ble that a gap is formed between the cylinder block body 
12 and the cylinder liner 14. Since the cylinder liner 14 
constitutes a part of the inner wall of the water jacket 20 
as mentioned above, the interface between the cylinder 
liner 14 and the cylinder block body 1 2 is exposed to the 
water jacket 20. Additionally, as shown in FIG.2, a lower 
end of the interface between the cylinder liner 14 and 
the cylinder block body 12 is exposed to the crank case 
25. Thus, if a gap is formed between the cylinder liner 
14 and the cylinder block body 12, it is possible that a 
coolant in the water jacket 20 could enter the crank case 
25 through the gap. 

On the other hand, in the cylinder block 10 accord- 
ing to the present embodiment, since the cylinder liner 
14 is provided with the engaging portion 26, an 
improved sealing effect is provided for a portion 
between the cylinder liner 14 and the cylinder block 
body 12 against entry of the coolant. Thus the coolant is 
prevented from entering into the crank case 25. A 
description will be given of the engaging portion 26a 
below. 

FIG. 4 is an enlarged cross-sectional view of the 
engaging portion 26 provided to the cylinder liner 14 
according to the present embodiment, the engaging 
portion being cut in an axial direction of the cylinder liner 
14. As shown in FIG.4, the engaging portion 26 includes 



5 



BNSDOCID: <EP. 



.0S37235A1 J_> 



9 



EP 0 837 235 A1 



10 



a pair of protrusions 140 and 142 which protrudes in a 
radially outward direction from an outer surface of the 
cylinder liner 14. The protrusions 140 and 142 have 
bent portions 140a and 142a at their ends, respectively, 
which are bent so that the bent portions 1 40a and 1 42a 
are opposite each other in the axial direction of the cyl- 
inder liner 14. As mentioned above, the cylinder block 
10 is cast by poring molten metal into the cavity formed 
around the cylinder liner 14. Accordingly, the molten 
metal is filled in a space between the protrusions 140 
and 142 of the engaging portion 26 of the cylinder liner 
14, and an engaging protrusion 120 is formed on a sur- 
face of the cylinder block body 12 by the molten metal 
filled in the space between the protrusions 140 and 142. 
The engaging protrusion 120 has a top surface 120a 
and engaging surfaces 120b and 120c. The top surface 
120a contacts a portion of the outer surface of the cylin- 
der liner 14 between the protrusions 140 and 142. The 
engaging surfaces 120b and 120c engages the engag- 
ing surfaces 140b and 142b which are inner surfaces of 
the bent portions 1 40a and 1 42a. 

According to the structure of the engaging portion 
26, when a temperature of the cylinder block 10 is 
raised in association with an operation of the internal 
combustion engine, the outer diameter of the engaging 
surfaces 120b and 120c of the engaging protrusion 120 
becomes greater than the inner diameter of the engag- 
ing surfaces 140b and 142b of the protrusions 140 and 
142 since the cylinder block body 12 expands further 
than the cylinder liner 14. Accordingly, the engaging 
surfaces 120b and 120c and the engaging surfaces 
140b and 142b press against each other and, thus, a 
sealing effect between the engaging surfaces 120b and 
120c and the engaging surfaces 140b and 142b is 
improved. Thus, if the coolant from the water jacket 20 
enters the interface between the cylinder block body 12 
and the cylinder liner 14, the coolant is prevented from 

CI lltSl II ly LI IC VSl Ol I 1 \ UUOC I—<J Oil ItyfC d II V-J I n v>wdi IVI f-tt lUV^WI 

between the engaging surfaces 120b and 120c and the 
engaging surfaces 140b and 142b. 

As mentioned above, in the present embodiment, 
the engaging protrusion 120 of the cylinder block body 
12 engages the engaging portion 26 of the cylinder liner 
14 so that the engaging protrusion 120 is positioned on 
the inner side of the engaging portion 26. Accordingly, 
when thermal expansion occurs in the cylinder block, a 
seal against the coolant is provided by the engaging 
portion 26. Thus, the coolant is prevented from intruding 
into the crank case 25. 

It should be noted that, as shown in FIG.2, in the 
cylinder block 10, the coolant 25 being prevented from 
entering the crank case 25 is ensured by providing the 
engaging portion 26 at two locations. 

A description will now be given, with reference to 
FIGS.5 to 13. of other embodiments of the present 
invention. It should be noted that those embodiments 
features a structure of an engaging portion provided on 
an outer surface of a cylinder liner, and parts other than 



the engaging portion have the same structure as that of 
the above-mentioned first embodiment. 

FIG.5 is an enlarged cross-sectional view of an 
engaging portion 28 formed on a cylinder liner 28 

5 according to a second embodiment of the present 
invention, the engaging portion being cut in an axial 
direction of the cylinder liner 28. As shown in FIG.5, the 
engaging portion 30 of the present embodiment 
includes a pair of protrusions 32 and 34 which protrudes 

10 radially outwardly from an outer surface of the cylinder 
liner 28. The protrusions 32 and 34 are formed in an 
arc-like shape so that the cross sections of the protru- 
sions 32 and 34 are convex shapes extending in oppo- 
site directions to each other along the axis of the 

15 cylinder liner 28. 

According to the structure of the engaging portion 
30, similar to the engaging portion 26 of the first embod- 
iment, a seal against the coolant is achieved by the cyl- 
inder liner 28 being engaged with the cylinder block 

20 body 12 from an outer side in a radial direction at inner 
surfaces 32a and 34a of ends of the protrusions 32 and 
34 and outer surfaces 32b and 34b near the roots of the 
protrusions 32 and 34. In this case, a sealing effect at 
an interface between the cylinder block 12 and the cyl- 

25 inder liner 28 is improved by sealing engagement at two 
portions for each of the protrusions 32 and 34 when 
thermal expansion occurs in the cylinder block 10. 

FIG.6 is an enlarged cross-sectional view of an 
engaging portion 46 formed on a cylinder liner 44 

30 according to a third embodiment of the present inven- 
tion, the engaging portion being cut in an axial direction 
of the cylinder liner 44. As shown in FIG.6, the engaging 
portion 46 of the present embodiment includes a pair of 
protrusions 48 and 50 which protrudes radially out- 

35 wardly from an outer surface of the cylinder liner 44. The 
protrusions 48 and 50 extend toward each other so that 
each of the protrusions provide a conical shape. 

A™»nrHinn tr\ tho ctn r/~h iro rrf tho annartinrt nnrtion AR 

similar to the engaging portion 26 of the first embodi- 
40 ment, a seal effect against the coolant is achieved by 
the cylinder liner 44 being engaged with the cylinder 
block body 12 from an outer side in a radial direction at 
inner surfaces 48a and 50a of the protrusions 48 and 
50. 

45 It should be noted that as appreciated from the sec- 
ond and third embodiment, a sealing effect can be 
obtained even when a direction of engagement is 
inclined from a radial direction as long as a portion of 
the cylinder block body is present on an inner side of a 

so portion of the cylinder liner. 

FIG.7 is an enlarged cross-sectional view of an 
engaging portion 40 formed on a cylinder liner 38 
according to a fourth embodiment of the present inven- 
tion. The engaging portion 40 of the present embodi- 

55 ment comprises a single protrusion 42 which has a 
construction similar to the protrusion 142 of the engag- 
ing portion 26 according to the above-mentioned first 
embodiment. In this structure, a sealing effect for an 
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interface between the cylinder liner 38 and the cylinder 
block 1 2 against the coolant can be obtained when ther- 
mal expansion occurs in the cylinder block 10 since an 
inner surface 42b of a bent portion 42a engages the cyl- 
inder block body in a radial direction from the outer side. 5 
It should be noted that the protrusion 42 may have a 
structure similar to the protrusions 32 and 34 of the 
engaging portion 30 shown in FIG. 5 or the protrusions 
48 and 50 of the engaging portion 46 shown in FIG.6. 

FIG.8 is an enlarged cross-sectional view of an 10 
engaging portion 54 formed on a cylinder liner 52 
according to a fifth embodiment of the present inven- 
tion, the engaging portion being cut in an axial direction 
of the cylinder liner 52. FIG.9 is a cross-sectional view 
taken along a line IX of FIG.8. As shown in FIG.8, the 15 
engaging portion 54 of the present embodiment 
includes protrusions 56 and 58 which have a structure 
similar to the protrusions 140 and 142 shown in FIG.4. 
In the present embodiment, similar to the first embodi- 
ment, a sealing effect can be obtained against entry of 20 
the coolant by inner surfaces of bent portions 56a and 
58a provided on end portions of the protrusions 56 and 
58. Additionally, as shown in FIG.9, the engaging por- 
tion 54 according to the present embodiment includes 
an uneven portion 60 formed on an outer surface of the 25 
cylinder liner 52 between the protrusions 56 and 58, the 
uneven portion 60 extending in a circumferential direc- 
tion of the cylinder liner 52. 

As mentioned above, when the temperature of the 
cylinder block 10 is raised, a gap is formed between the 30 
cylinder liner 52 and the cylinder block body 12 since 
the cylinder block body 12 expands more than the cylin- 
der liner 52 due to a difference in the thermal expansion 
coefficient of the cylinder liner 52 and the cylinder block 
body 12. In such a case, in the interface between the 3s 
cylinder liner 52 and the cylinder block body 12, a rela- 
tive displacement in a circumferential direction occurs 
as well as a relative displacement in a radial direction. 
Accordingly, if the relative displacement between the 
cylinder block body 12 and the cylinder liner 52 in the 40 
circumferential direction is prevented, the relative dis- 
placement in the radial direction can be prevented. 

In the present embodiment, the cylinder liner 52 
and the cylinder block body 12 engages each other in 
the circumferential direction by the uneven portion 60. 45 
Accordingly, the relative displacement between the cyl- 
inder liner 52 and the cylinder block body 12 in the cir- 
cumferential direction is restricted, and thereby the 
relative displacement between the cylinder liner 52 and 
the cylinder block body 12 in the radial direction is also so 
restricted. Thus, formation of a gap between the cylin- 
der liner 52 and the cylinder block body 12 is prevented. 

As mentioned above, according to the engaging 
portion 54 of the present embodiment, when a thermal 
expansion occurs in the cylinder block 10. a sealing 55 
effect against entry of the coolant is improved by a syn- 
ergetic effect of the bent portions 56a and 58a of the 
protrusions 56 and 58 and the uneven portion 60. 



Thereby, the coolant is more positively prevented from 
entering the crank case. 

It should be noted that, in the present embodiment, 
although the uneven portion 60 is provided between the 
protrusions 56 and 58, the present invention is not lim- 
ited to this structure, that is, the uneven portion 60 may 
be provided by a portion of the outer surface of the cyl- 
inder liner 52 which portion is cast within the cylinder 
block body 12. That is, the uneven portion 60 may be 
provided a portion in which the cylinder liner 52 contacts 
the cylinder block body 12. 

A description will now be given, with reference to 
FIGS. 10 and 11, of a sixth embodiment of the present 
invention. The sixth embodiment features an improve- 
ment of sealing characteristics against the coolant by 
increasing adhesion at a joining part between a cylinder 
liner 68 and the cylinder block body 1 2. 

FIG. 10 is a view of an engaging portion 70 formed 
on the cylinder liner 68 viewed from a outside in a radial 
direction of the cylinder liner 68. FIG.1 1 is a cross-sec- 
tional view taken along a line XI of FIG.1 0. As shown in 
FIGS.10 and 11, the engaging portion 70 includes an 
annular anchor portion 72 which is spaced apart from 
an outer surface of the cylinder liner 68 at a predeter- 
mined distance L in a radial direction of the cylinder liner 
68. The anchor portion 72 is connected to the cylinder 
liner 68 by a rim portions 74 and 76 over the entire cir- 
cumference of the cylinder liner 68 at its opposite ends 
in the axial direction of the cylinder liner 68. Accordingly, 
an annular space 78 having a thickness L in a radial 
direction is formed around the cylinder liner 68 by the 
anchor portion 72, the rim portions 74 and 76 and the 
outer surface of the cylinder liner 68. As shown in 
FIG. 10, a plurality of openings 80 are provided at equal 
intervals in a circumferential direction. It should be 
noted that the distance L, that is, the thickness L of the 
annular space 78 is set to a value greater than a thick- 
ness M of a portion 12b of the cylinder block body 12 
which is located around the anchor portion 72. 

According to the structure of the anchor portion 70, 
when molten the cylinder block 10 is cast, the molten 
metal poured in a cavity fills, the annular space 78 
through the openings 80. In a process for cooling and 
solidification after the molten metal is poured, the mol- 
ten metal shrinks so that a center plane of the thickness 
of the cylinder block body 12 moves radially inwardly 
and the thickness is reduced. In this case, as mentioned 
above, since the thickness L of the annular space 78 is 
greater than the thickness M of the portion 12b of the 
cylinder block body 1 2, the center plane of the thickness 
in a portion constituted by the molten metal in the annu- 
lar space 78, the opening 80 and the portion 12b of the 
cylinder block body 12 is shifted toward the annular 
space 78. Accordingly, in this portion, a flow is gener- 
ated in the molten metal from the portion 1 2b of the cyl- 
inder block body 12 to the annular space 78. Due to the 
flow of the molten metal, adhesion between the anchor 
portion 72 and the cylinder block body 12 is improved in 
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an area (a hatched area 72a in FIG.10) near the open- 
ings 80 of the anchor portion 72. Thus, in the present 
embodiment, a sealing effect against the coolant at the 
interface between the cylinder block body 12 and the 
cylinder liner 68 is improved by improving the adhesion 5 
between the anchor portion 72 and the portion 12b in 
the process for cooling and solidification. Thereby, the 
coolant is prevented from intruding into the crank case. 

It should be noted that, in the present embodiment, 
similar to the first to frfth embodiments, a seal against 10 
the coolant at the interface between the cylinder liner 68 
and the cylinder block body 12 is also provided by a 
inner surface of the anchor portion 72 being engaged 
with a portion of the cylinder block body 12 within the 
annular space 78 in a radial direction from an outer side. 15 

A description will now be given, with reference to 
FIG.12, of a seventh embodiment of the present inven- 
tion. FIG. 12 is a cross-sectional view of an engaging 
portion 100 formed on a cylinder liner 98 according to 
the present embodiment As shown in FIG.12, the 20 
engaging portion 100 comprises a rib 102 and an 
anchor portion 104. The rib 102 extends radially out- 
wardly from an outer surface of the cylinder liner 98. The 
anchor portion 1 04 has an annular shape and is apart 
from the outer surface of the cylinder liner 98 by a dis- 25 
tance H. The anchor portion 104 is provided with open- 
ings 108 and 110 formed at equal intervals in a 
circumferential direction. The distance H is set to a 
value greater than a thickness K of a portion 12c around 
the anchor portion 104 of the cylinder block body 12. 30 

According to the above-mentioned structure, simi- 
lar to the engaging portion 80 of the sixth embodiment, 
a flow of the molten metal is generated from an outer 
side to an inner side of the anchor portion 104 via the 
openings 108 and 110 in the process for cooling and 35 
solidification. Thus, adhesion between the anchor por- 
tion 104 and the portion 12c is improved at portions of 
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openings 108 and 1 10 and, thereby, a seal against the 
coolant can be provided. 40 

It should be noted that, in the present embodiment, 
although the anchor portion 1 04 is supported by the rib 
1 02 circumferentiaily extending on the cylinder liner 98, 
the anchor portion may be supported by a plurality of 
ribs 103 arranged at a predetermined interval in a cir- 45 
cumferential direction, each of which extends in a radial 
direction of the cylinder liner 98 as shown in a perspec- 
tive view of FIG. 13. 

It should be noted that, in the sixth and seventh 
embodiments, the anchor portions 72 and 104 corre- so 
sponds to an engaging arrangement 

A description will now be given, with reference to 
FIGS. 14 to 34, of an example of a manufacturing 
method for the cylinder block according to the first 
embodiment of the present invention. The manufactur- 55 
ing method features, especially, a formation of a config- 
uration having a space located at an interior of the 
cylinder liner like the engaging portion 26 of the cylinder 



liner 14. 

FIG. 14 is a plan view of a core 200 for forming the 
engaging portion on the cylinder liner 14. FIG. 15 is a 
cross-sectional view taken along a line XV-XV of 
FIG. 14. As shown in FIG. 14, the core 200 is a sand 
mold corresponding to a double cylinder structure. As 
shown in FIG. 15, the core 200 has a portion 200a 
formed on an inner circumferential surface thereof so as 
to form the engaging portion 26 of the cylinder liner 14. 
FIG. 16 is a cross -sectional view for explaining a manu- 
facturing method of the core 200. As shown in FIG. 16, 
the core 200 can be manufactured by filling a molding 
material into a cavity 201 c formed by a combination of a 
mold 201a and a mold 201b. It should be noted that the 
core 200 can be formed with a cross section having an 
arbitrary configuration by changing the shapes of the 
molds 201a and 201b. 

The core 200 is placed inside a main mold 202. 
FIG. 1 7 is a plan view of the main mold 202 in which the 
core 200 is placed. FIG. 18 is a cross-sectional view 
taken along a line XVIII-XVIII of FIG.17. The main mold 
202 is constituted by a combination of four molds 202a, 
202b, 202c and 202d. A cavity 202e is formed inside the 
molds 202a, 202b, 202c and 202d when they are com- 
bined. Additionally, the main mold 202 is provided with 
protrusions 203a to 203f (only protrusions 203c and 
203f are shown in the figure) arranged in two different 
levels. An end of each of the protrusions 203a to 203f 
engages an outer surface of the corresponding core 
200. The cores 200 are held in predetermined positions 
by the protrusions 203a to 203f as shown in FIGS. 17 
and 18. 

As shown in FIG. 18, the main body 202 is placed 
on a top surface of a molding die 204. The molding die 
204 has blow ports 204a and 204b which connects the 
cavity 202e to a bottom surface 204 of the molding die 
204. Additionally, the molding die 204 has a liner pattern 

to KIq Of) An r*n m/hir*h a li nor nattorn 9f)& /HocrriKoH lator\ 

is seated. 

After the cores 200 are placed, the liner pattern 206 
is positioned inside the cores 200. FIG. 19 is a front view 
of the liner pattern 206. FIG.20 is a plan view of the liner 
pattern 206. The liner pattern 206 is a hollow metal 
mold having a closed top end and an open bottom end. 
As shown in FIGS. 19 and 20, the liner pattern 206 has 
a plurality of water passage holes 206a to 206c so as to 
form the inter-bore water passages 14c to 14e (refer to 
FIG. 3). The liner pattern 206 is divided in to the outer 
pieces 208 and 210, middle pieces 212, 214, 216 and 
218 and inter-bore pieces 220 and 222 by dividing lines 
207a to 207m. FIGS.21 and 22 show a state where the 
liner 206 is divided into the pieces 208 to 222. 

FIGS.23 to 25 are views for explaining a method for 
die matching the liner pattern 206 inside the core 200. 
When the loner pattern 206 is die matched with the core 
200, the outer pieces 208 and 210 and the inter-bore 
pieces 220 and 222 are inserted into inside the cores 
200 as shown in FIG.23. Thereafter, each piece is 
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moved in directions as indicated by arrows in FIG.23 so 
as to die match each piece in a predetermined position 
with respect to the cores 200. Then, as shown in 
FIG.24, the middle pieces 212 to 218 are placed 
between the outer pieces 208 and 210 and the inter- 5 
bore pieces 220 and 222, respectively. Thereafter, the 
middle pieces 212 to 218 are moved in directions indi- 
cated by arrows in FIG.24. Thereby, the middle pieces 
212 to 218 are die matched in predetermined positions 
as shown in FIG.25. It should be noted that the liner pat- 10 
tern table 204b of the molding die 204 is arranged so 
that the pieces 208 to 222 are placed in predetermined 
positions along the axial direction in a state where the 
pieces constituting the liner pattern 206 are placed on 
the liner pattern table 204b. Thereby, die matching of 15 
the liner pattern can be easily performed. 

FIG.26 is a cross-sectional view of a portion where 
the core 200 engages the liner pattern 206, the portion 
being cut along the axial direction of the liner pattern 
206. As shown in FIG.26, a pair of protrusions 206a and 20 
^ 206b are formed on an outer surface of the liner pattern 

206, the protrusions engaging the portion 200a of the 
core 200. The position of the protrusions 206a and 206b 
correspond to the engaging portion 26 of the liner 14. 
The core 200 and the liner pattern 206 engage with 25 
each other so that the portion 200a of the core 200 is 
placed within a space defined by the protrusions 206a 
and 206b. According to this structure, when the mold 
material is filled around the liner pattern 206 and the 
mold material and the core 200 becomes a solid piece, 30 
the mold material does not enter the above-mentioned 
space. Thus, a portion of the sand mold which forms an 
outer surface of the engaging portion 26 is formed by an 
upper surface of the protrusion 206a and a lower sur- 
face of the protrusion 206b in FIG.26, and a portion of 35 
the sand mold which forms an inner surface of the 
engaging portion 26 is formed by the portion 200a of the 
core 200. 

After the die matching of the liner pattern 206 is 
completed, an upper die 224 and a lower die 226 are die 40 
) matched from the upper side and the lower side of the 

liner pattern 206 as shown in FIG.27. The lower die 226 
is provided with two cylindrical portions 226a and 226b 
which are inserted inside the liner pattern 206 by pass- 
ing through openings provided in the liner pattern table 45 
204c of the liner pattern 204. Additionally, the upper die 
224 is provided with table portions 224a and 224b which 
engage the top surface of the liner pattern 206. FIG. 28 
shows a state where the upper die 224 and the lower 
die 226 are die matched in predetermined positions. As so 
shown in FIG.28, the liner pattern 206 is held in a pre- 
determined position by the upper die 224 and the lower 
die 226 being die matched. In this state, a cavity 228 is 
formed between an inner surface of the main mold 202 
and the outer surface of the liner pattern 206. ss 

After the die matching of the upper die 224 and the 
lower die 226 is completed, the mold material is intro- 
duced into the cavity 228 through the blow ports 204a 



and 204b. Then, catalytic gas is passed through the 
mold material filled in the cavity 228 so as to solidify the 
mold material, and the solidified material and the cores 
200 are formed into one piece. After the upper die 224 
and the lower die 226 are removed, the middle pieces 
212 to 218 are pulled out first, and then the outer pieces 
208 and 210 and the inter-bore pieces 220 and 222 are 
gathered toward the center of the corresponding cylin- 
der and pulled out as shown in FIG.29. In this state, an 
outer mold pattern 230 is formed in which the mold 
material filled in the cavity 228 and the cores 200 are 
combined into one piece. It should be noted that an 
engaging step 230a is formed on an inner surface of the 
outer mold pattern 230 by an upper peripheral corner of 
the liner pattern 206. Additionally, water passage form- 
ing portions 230a to 230c are formed by the mold mate- 
rial filled in the water passage holes 206a to 206c of the 
liner pattern 206. 

After the outer mold pattern 230 is formed which 
forms the outer surface of the cylinder liner 14, another 
mold pattern is formed which forms the inner surface, 
that is, the cylinder bore of the cylinder liner 14. First, as 
shown in FIG.30, an inner die 234 and a bore die 236 
are die matched from the upper side and the lower side 
of the outer mold pattern 230. FIG. 32 shows a state 
where the inner die 234 and the bore die 236 are die 
matched. As shown in FIG.3 and 31 . the inner die 234 is 
provided with cylindrical portions 234a and 234b which 
protrude into inside the outer mold pattern 230 when it 
is die matched. The bore die 236 is provided with inner 
mold patterns 236a and 236b having a configuration the 
same as that of each of the cylinder bore surfaces. The 
inner mold patterns 236a and 236b extend upwardly so 
that each of the inner mold patterns 236a and 236b 
faces an inner surface of the corresponding inner sur- 
face of the outer mold pattern 230 when the bore die 
236 is die matched. An end of each of the inner mold 
patterns 236a and 236b engages the engaging step 
230a when the bore die is die matched. Further, the 
bore die 236 is provided with blow ports 236c and 236d 
which connect a space formed under a bottom surface 
of the bore die 236 to spaces formed inside the inner 
mold patterns 236a and 236b. 

A mold material is introduced into cavities 238 
formed inside the inner mold patterns 236a and 236b of 
the bore die 236 through the blow ports 236c and 236d. 
In this case, upper ends of the inner mold patterns 236a 
and 236b of the bore die 236 engage the engaging step 
230a of the outer mold pattern 230. Thereby, the mold 
material is prevented from entering a space formed 
between outer surfaces of the inner mold patterns 236a 
and 236b and the outer mold pattern 230. The mold 
material filled in the cavity 238 is solidified by a catalytic 
gas being passed therethrough. The solidified mold 
material is unitized with the outer mold pattern at a por- 
tion above the engaging step 230. Then, as shown in 
FIG.32, the upper die 234 and the lower die (bore die) 
236 are removed upwardly and downwardly, respec- 
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tively, and the parts of the main mold 202 are moved in 
side directions. Thus, a liner mold pattern 242 is taken 
out in which the mold material filled in the cavity 238 and 
the outer mold pattern 230 are unitized. In the liner mold 
pattern 242, a liner forming cavity 242a is formed by a 5 
space occupied by the inner mold patterns 236a and 
236b of the bore die 236 and a space between the inner 
mold patters 236a and 236b and the outer mold pattern 
230. Additionally, hollow portions 242b and 242c are 
formed which correspond to the cylindrical portions 10 
242b and 242c, respectively. The hollow portions 242b 
and 242c are provided for discharging a gas included in 
the molten metal of the liner mold pattern 242. 

After the liner mold pattern 242 is formed which is a 
pattern for forming the cylinder liner 14, a liner casting 15 
upper mold 244 and a liner casting lower mold 246 are 
die matched to the liner mold pattern 242 from the 
upper side and the lower side 242, respectively, as 
shown in FIG.33. FIG.34 shows a state in which the 
liner casting upper mold 244 and the liner casting lower 20 
mold 246 are die matched. As shown in FIG.34, the liner 
casting upper mold 244 is provided with a gate 244a. 
The liner casting lower mold 246 is constructed so that 
a runner 246a is formed when it is die matched, the run- 
ner 246 connecting the gate 244a to the liner forming 25 
portion 242a. 

After the die matching of the liner casting upper 
mold 244 and the liner casting lower mold 246 is com- 
pleted, the molten cast iron is introduced into the form- 
ing portion 242a of the liner mold pattern 242 from the 30 
gate 244a of the liner casting upper mold 244 so as to 
cast the cylinder liner 14. 

Thereafter, a core is attached to an outer surface of 
the cylinder liner 14 so as to form the water jacket 20, 
and the casting molds are arranged around the cylinder 35 
liner 14. Then molten aluminum alloy is filled in a cavity 
formed between the casting molds and the cylinder liner 

As mentioned above, in the present embodiment, 
the core 200 for forming the engaging portion 26 is 40 
formed separately from the outer mold pattern 230 for 
forming the outer surface of the cylinder liner 14. There- 
after, the core 200 and the outer mold pattern 230 are 
unitized so as to form the cylinder liner having a space 
which expands inside the cylinder liner like the engaging 45 
portion 26. 

It should be noted that, although in the present 
embodiment the cylinder liner 14 according to the first 
embodiment is manufactured, the cylinder liners 
according to other embodiments can be manufactured so 
by changing a contour of the cross-section of the core 
200 and the liner pattern 206. For example, when the 
cylinder liner 28 shown in FIG.5 is manufactured, the 
outer surface configuration of the protrusions 206a and 
206b of the liner pattern 206 is to be formed to corre- 55 
spond to the configuration of the protrusions 32 and 34 
of the engaging portion 30 as shown in FIG.35. Addi- 
tionally, when the cylinder liner 44 shown in FIG.6 is 



manufactured, the portion 200a of the core 200 and the 
protrusions 206a and 206b of the liner pattern 206 are 
to be formed as that shown in FIG.36. 

Additionally, when the cylinder liner 68 shown in 
FIG. 11 is manufactured, the portion 200a of the core 
200 and the protrusions 206a and 206b of the liner pat- 
tern 206 are formed as shown in FIG.37. In this case, 
the core 200 is to be formed to have a plurality of con- 
necting portions 200b periodically arranged in a circum- 
ferential direction as shown in a plane view of FIG. 38. 

Further, when the cylinder liner 68 shown in FIG.12 
is manufactured, the core 200 and the liner pattern 206 
are to be formed as that shown in F1G.39. Then, when 
the cylinder liner 98 is cast by the liner mold pattern 242, 
piercing rods 250 are inserted into the liner mold pattern 
242 as shown in FIG.40. 

The present invention is not limited to the specifi- 
cally disclosed embodiments, and variations and modi- 
fications may be made without departing from the scope 
of the present invention. 

Claims 

1. A cylinder block (10) of an internal combustion 
engine, comprising: 

a cylinder block body (12) made of a first mate- 
rial; and 

a cylinder liner (14; 28; 44; 38; 52; 68; 98) cast 
in said cylinder block body, said cylinder liner 
made of a second material different from said 
first material, 

characterized in that: 
said cylinder liner (14; 28; 44; 38; 52; 68; 98) 
has an engaging portion (26; 30; 40; 46; 54; 70; 
100) contacting a portion of said cylinder block 
body (12) from outside in a radial direction of 
said cylinder liner. 

2. The cylinder block as claimed in claim 1 , character- 
ized in that said engaging portion (26; 30; 40; 46; 
54) comprises a protrusion (140, 142; 32, 34; 48; 
50; 42; 56; 58) protruding outwardly from an outer 
surface of said cylinder liner (14; 28; 44; 38; 52) in 
a radial direction, said protrusion having an end 
extending in a direction of a longitudinal axis of said 
cylinder liner. 

3. The cylinder block as claimed in claim 1 , character- 
ized in that said engaging portion comprises a hol- 
low space formed in said cylinder liner (14; 28; 44; 
56), said hollow space having an opening in an 
outer surface of said cylinder liner, an area of said 
hollow space being greater than an area of said 
opening when viewed in a radial direction of said 
cylinder liner. 

4. The cylinder block as claimed in claim 1 , character- 
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ized in that said engaging portion includes a first 
protrusion (140; 32; 48; 56) and a second protru- 
sion (142; 34; 50; 58) adjacent to said first protru- 
sion, said first and second protrusions protruding 
outwardly from an outer surface of said cylinder 
liner (14; 28; 44; 52), each of said first and second 
protrusions having an end portion extending in 
opposite directions toward each other in a direction 
of a longitudinal axis of said cylinder liner. 

5. The cylinder block as claimed in claim 4, character- 
ized in that each of said first and second protrusion 
(32, 34) has an undercut portion (32b, 34b) in an 
area connecting to the outer surface of said cylinder 
liner when viewed from outside in a radial direction 
of said cylinder liner. 

6. The cylinder block as claimed in claim 4, character- 
ized in that an uneven portion (69) is provided to the 
outer surface of said cylinder liner (52) between 
said first and second protrusions (56, 58) along a 
circumferential direction of said cylinder liner. 

7. The cylinder block as claimed in claim 1 , character- 
ized in that said engaging portion (46) includes a 
first protrusion (48) and a second protrusion (50) 
adjacent to said first protrusion, said first and sec- 
ond protrusions protruding outwardly from an outer 
surface of said cylinder liner (44), said first and sec- 
ond protrusions slanting toward each other. 

8. The cylinder block as claimed in claim 1 , character- 
ized in that said engaging portion (70; 100) includes 
a circumferentially extending portion (72; 104) con- 
nected to an outer surface of said cylinder liner (68; 
98), said circumferentially extending portion being 
positioned a predetermined distance (L; H) away 
from said outer surface of said cylinder liner in a 
radial direction of said cylinder liner, said circumfer- 
entially extending portion having a plurality of open- 
ings (80; 108, 1 10) connecting outside and inside of 
said circumferentially extending portion. 

9. The cylinder block as claimed in claim 8, character- 
ized in that said predetermined distance (L; H) is 
greater than a width (M; K) of a portion (1 2b; 1 2c) of 
said cylinder block body positioned on the outside 
of said circumferentially extending portion, said 
width being measured in a radial direction of said 
cylinder liner. 

1 0. The cylinder block as claimed in claim 8, character- 
ized in that said circumferentially extending portion 
(72) is connected to said cylinder liner (68) at oppo- 
site sides thereof. 

1 1 . The cylinder block as claimed in claim 8, character- 
ized in that said circumferentially extending portion 



(104) is connected to said cylinder liner (98) by a 
single (102) rib at a middle position between oppo- 
site sides of said circumferentially extending por- 
tion. 

5 

12. The cylinder block as claimed in claim 8, character- 
ized in that said circumferentially extending portion 
(104) is connected to said cylinder liner by a plural- 
ity of ribs (103) each of which extends in a direction 

io parallel to a longitudinal axis of said cylinder liner. 

13. The cylinder block as claimed in claim 1 , character- 
ized in that an uneven portion is provided on an 
outer surface of said cylinder liner in a portion con- 

75 tacting said cylinder block body in a circumferential 
direction. 

14. A method for manufacturing a cylinder block (10) of 
an internal combustion engine, comprising: 

20 

a cylinder block body (12) made of a first mate- 
rial; and 

a cylinder liner (14) cast in said cylinder block 
body, said cylinder liner made of a second 
25 material different from said first material, said 

cylinder liner having an engaging portion (26) 
contacting a portion of said cylinder block body 
from outside in a radial direction of said cylin- 
der liner, 

30 said method characterized by: 

a first step of placing a core (200) in a predeter- 
mined position inside a mold (202), said core 
having an inner surface for forming said engag- 
ing portion (26); 
35 a second step of die matching a liner pattern 

(206) with respect to said core (200), said liner 
pattern having a contour substantially the same 
as said cylinder liner (14) other than a portion 
corresponding to said engaging portion (26), 
40 said liner pattern (206) comprising a combina- 

tion of a plurality of pieces (210-222) so that 
said liner pattern is die matched by positioning 
each of said pieces in a predetermined position 
inside said core (200); 
45 a third step of forming an outer surface forming 

mold (230) corresponding to an outer surface 
of said cylinder liner (14) by filling a mold mate- 
rial in a cavity formed between said mold (202) 
and each of said core (200) and said liner pat- 
so tern (206) and solidifying the mold material in 
said cavity so as to unitize the mold material 
and said core (200); 

a fourth step of removing said liner pattern 
(206) from said mold (202); 
55 a fifth step of placing an inner surface die (236) 

in a predetermined position inside said outer 
surface forming mold (230), said inner surface 
die having a contour substantially the same as 



11 



BNSDOCID: <EP 



0837235A1_I_> 



21 



EP 0 837 235 A1 



22 



a contour of an inner surface of said cylinder 
liner (14); 

a sixth step of forming a liner forming mold 
(242) by filling a mold material in said inner sur- 
face die (236) so as to form an inner surface 
mold having a contour substantially the same 
as the contour of the inner surface of said cylin- 
der liner (14) and solidifying the mold material 
in said inner surface die so as to unitize said 
outer surface forming mold (230) and said 
inner surface forming mold; and 
a seventh step of casting said cylinder liner by 
filling molten metal in a cavity (242a) formed by 
said outer surface forming mold and said inner 
surface forming mold of said liner forming mold 
(242); and 

an eighth step of insertion casting said cylinder 
block (10) with said cylinder liner (14) inserted 
in said cylinder block. 

Amended claims in accordance with Rule 86(2)EPC. 

1. A cylinder block (10) of an internal combustion 
engine, comprising: 

a cylinder block body (12) made of a first mate- 
rial; and 

a cylinder liner (14; 28; 44; 38; 52; 68; 98) cast 
in said cylinder block body, said cylinder liner 
made of a second material different from said 
first material, 

characterized in that: 
said cylinder liner (14; 28; 44; 38; 52; 68; 98) 
has an engaging portion (26; 30; 40; 46; 54; 70; 
100) engaging a portion of said cylinder block 
body (12) so as to interfit with said cylinder 
block body in a radial direction of said cylinder 
liner. 

2. The cylinder block as claimed in claim 1 , wherein 
said engaging portion of said cylinder liner is 
formed along an entire circumference on an outer 
surface of said cylinder liner which is casted in said 
cylinder block body 

3. The cylinder block as claimed in claim 1 or 2, 
characterized in that said engaging portion (26; 30; 
40; 46; 54) comprises a protrusion (140, 142; 32, 
34; 48; 50; 42; 56; 58) protruding outwardly from an 
outer surface of said cylinder liner (14; 28; 44; 38; 
52) in a radial direction, said protrusion having an 
end extending in a direction of a longitudinal axis of 
said cylinder liner. 

4. The cylinder block as claimed in daim 1 . charac- 
terized in that said engaging portion comprises a 
hollow space formed in said cylinder liner (14; 28; 
44; 56), said hollow space having an opening in an 



outer surface of said cylinder liner, an area of said 
hollow space being greater than an area of said 
opening when viewed in a radial direction of said 
cylinder liner. 

5 

5. The cylinder block as claimed in claim 3, charac- 
terized in that said engaging portion includes a first 
protrusion (140; 32; 48; 56) and a second protru- 
sion (142; 34; 50; 58) adjacent to said first protru- 

10 sion, said first and second protrusions protruding 
outwardly from an outer surface of said cylinder 
liner (14; 28; 44; 52), each of said first and second 
protrusions having an end portion extending in 
directions toward each other in a direction of a lon- 

15 gitudinal axis of said cylinder liner. 

6. The cylinder block as claimed in claim 3 or 5, 
characterized in that each of said first and second 
protrusion (32, 34) has an undercut portion (32b, 

20 34b) in an area connecting to the outer surface of 
said cylinder liner when viewed from outside in a 
radial direction of said cylinder liner. 

7. The cylinder block as claimed in claim 3 or 5 
25 characterized in that an uneven portion (69) is pro- 
vided to the outer surface of said cylinder liner (52) 
between said first and second protrusions (56, 58) 
along a circumferential direction of said cylinder 
liner. 

30 

8. The cylinder block as claimed in claim 3, charac- 
terized in that said engaging portion (46) includes a 
first protrusion (48) and a second protrusion (50) 
adjacent to said first protrusion, said first and sec- 

35 ond protrusions protruding outwardly from an outer 
surface of said cylinder liner (44), said first and sec- 
ond protrusions slanting toward each other. 

9. The cylinder block as claimed in claim 1 or 2, 
40 characterized in that said engaging portion (70; 

100) includes a circumferentially extending portion 
(72; 104) connected to an outer surface of said cyl- 
inder liner (68; 98), said circumferentially extending 
portion being positioned a predetermined distance 

45 (L; H) away from said outer surface of said cylinder 
liner in a radial direction of said cylinder liner, said 
circumferentially extending portion having a plural- 
ity of openings (80; 108, 110) connecting outside 
and inside of said circumferentially extending por- 

50 tion. 

10. The cylinder block as claimed in claim 9, char- 
acterized in that said predetermined distance (L; H) 
is greater than a width (M; K) of a portion (12b; 12c) 

55 of said cylinder block body positioned on the out- 
side of said circumferentially extending portion, 
said width being measured in a radial direction of 
said cylinder liner. 
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11. The cylinder block as claimed in claim 9, char- 
acterized in that said circumferentially extending 
portion (72) is connected to said cylinder liner (68) 
at opposite sides thereof. 

12. The cylinder block as claimed in claim 9, char- 
acterized in that said circumferentially extending 
portion (104) is connected to said cylinder liner (98) 
by a single (102) rib at a middle position between 
opposite sides of said circumferentially extending 
portion. 

13. The cylinder block as claimed in claim 9, char- 
acterized in that said circumferentially extending 
portion (104) is connected to said cylinder liner by a 
plurality of ribs (103) each of which extends in a 
direction parallel to a longitudinal axis of said cylin- 
der liner. 

14. The cylinder block as claimed in claim 1, char- 
acterized in that an uneven portion is provided on 
an outer surface ot said cylinder liner in a portion 
contacting said cylinder block body in a circumfer- 
ential direction. 

15. A method for manufacturing a cylinder block 
(10) of an internal combustion engine, comprising: 

a cylinder block body (12) made of a first mate- 
rial; and 

a cylinder liner (14) cast in said cylinder block 
body, said cylinder liner made of a second 
material different from said first material, said 
cylinder liner having an engaging portion (26) 
engaging a portion of said cylinder block body 
from outside in a radial direction of said cylin- 
der liner, 

said method characterized by: 
a first step of placing a core (200) in a predeter- 
mined position inside a mold (202), said core 
having an inner surface for forming said engag- 
ing portion (26); 

a second step of die matching a liner pattern 
(206) with respect to said core (200), said liner 
pattern having a contour substantially the same 
as said cylinder liner (14) other than a portion 
corresponding to said engaging portion (26), 
said liner pattern (206) comprising a combina- 
tion of a plurality of pieces (210-222) so that 
said liner pattern is die matched by positioning 
each of said pieces in a predetermined position 
inside said core (200); 

a third step of forming an outer surface forming 
mold (230) corresponding to an outer surface 
of said cylinder liner (14) by filling a mold mate- 
rial in a cavity formed between said mold (202) 
and each of said core (200) and said liner pat- 
tern (206) and solidifying the mold material in 
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said cavity so as to unitize the mold material 
and said core (200); 

a fourth step of removing said liner pattern 
(206) from said mold (202); 
a fifth step of placing an inner surface die (236) 
in a predetermined position inside said outer 
surface forming mold (230), said inner surface 
die having a contour substantially the same as 
a contour of an inner surface of said cylinder 
liner (14); 

a sixth step of forming a liner forming mold 
(242) by filling a mold material in said inner sur- 
face die (236) so as to form an inner surface 
mold having a contour substantially the same 
as the contour of the inner surface of said cylin- 
der liner (14) and solidifying the mold material 
in said inner surface die so as to unitize said 
outer surface forming mold (230) and said 
inner surface forming mold; and 
a seventh step of casting said cylinder liner by 
f illing molten metal in a cavity (242a) formed by 
said outer surface forming mold and said inner 
surface forming mold of said liner forming mold 
(242); and 

an eighth step of insertion casting said cylinder 
block (10) with said cylinder liner (14) inserted 
in said cylinder block. 
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